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) 
) 
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Examiner: JC Morillo 
Serial No.: 10/782,027 
Filed:* February 19, 2004 



For IN-LINE METHOD OF MAKING HEAT- ) Atty Dkt No.: 03-0266 
TREATED AND ANNEALED 
ALUMINUM ALLOY SHEET 

August IS, 2006 

MAIL STOP AMENDMENT 
Commissioner for Patents 
P.O. Box 1450 
Alexandria, VA 22313 



During a first telephone interview conducted with Examiner Janell Morillo Combs, on 
July 28, 2006, Applicant's representative Harry A. Hild, Jr. requested that Claims 65 and 
66 be cancelled by Examiner's amendment for the purposes of advancing prosecution and 
securing a notice of allowance. A second telephone interview was held on August 14, 
2006 between Janell Morillo Combs and Harry A. Hild, Jr. to confirm that the Examiner's 
amendment had been entered. Attached is a listing of the Claims including amendment 
requested by Applicants, 



I horcby cortify that this paper (along with any document referred to as being attached or enclosed) is being: 



EXAMINER INTERVIEW SUMMARY 



CEFWFWfcTEPFMAIUNQ 



EXPRESS MAIL 



FACSIMILE 



□deposited with tho United States Postal Service on 



EI transmitted by facsimile on August 15, 2006 to the U.S. Patent 
and Trademark Office. 

Kimberty S. Meriehko . ~ , sr*-^ 



with sufficient postage as Express Mall, No. , in an 

envelope addressed to Commissioner for Patents, PO Box 1450. 
Alexandria, VA 22313-1450, 




(Signature of person mailing paper or fee) 
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This listing of claims will replace all prior versions, and listings, of claims in the 
application: 



Listing of Claims 



1. (Previously presented) A method of manufacturing an O temper aluminum alloy sheet in a 
continuous in-line sequence comprising the steps of: 

(t) providing a continuously-cast aluminum alloy strip as feedstock; 

(ii) quenching the feedstock with a quenching device to a temperature for feeding into a hot or 
warm rolling mill; 

(iii) hot or warm rolling the feedstock; and 

(iv) annealing the feedstock in-line to produce the O temper aluminum alloy. 

2. (Cancelled) 

3. (Previously presented) The method of Claim 1, further comprising tension leveling and coiling 
of the aluminum alloy sheet without requiring cold rolling 

prior to the leveling and the coiling of the aluminum alloy sheet. 

4. (Original) The method to Claim I, wherein the continuous cast aluminum alloy strip has a 
thickness of about 0.06-0.25 inches. 

5. (Cancelled) 

6. (Previously presented) The method of Claim 1 , wherein the hot or warm rolling step (iii) is 
carried out at a temperature of about 400°F to 1 020°F. 

7. (Previously presented) The method of Claim 1 , wherein the feedstock has a temperature of 
about 300°F to 850°F upon exit from the rolling in Step (iii). 



8. (Previously presented) The method of Claim 1, wherein the quenching device is selected 
from the group consisting of a water spray device, an air jet device, or a combination thereof. 

9. (Previously presented) The method of Claim 1 , wherein the feedstock exists the quenching 
device at a temperature of about 400°F to 900°F, 

10. (Previously presented) The method to Claim 1 ? wherein the thickness of the feedstock after 
the hot/warm rolling of Step (iii) is about 0.02-0.15 inches. 
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1 L (Previously presented) The method of Claim 1, wherein at Step (iv) the feedstock is 
annealed in-line at a temperature of about 700°F to 950 6 F. 

12. (Previously presented) The method of Claim 11, wherein the annealing is carried out for a 
period of about 0.1 to 10 seconds. 

13. (Previously presented) The method of Claim 11, further comprising quenching the 
feedstock after Step (iv) to a temperature of about 1 1 0° to 720°F. 

14. (Cancelled) 

1 5. (Original) The method of claim 1 1, wherein the aluminum sheet has a thickness of about 
0.02-0.15 inches. 

Claims 16-20 (cancelled) 

21. (Original) The method of Claim 1, wherein said aluminum alloy is selected from the group 
consisting of 1XXX, 2XXX, 3 XXX, 5XXX, 6XXX, 7XXX, and 8XXX series alloys. 

22. (Previously presented) The method of Claim 21, further comprising the step of moving the 
continuously cast aluminum alloy strip through a trim station prior to quenching. 

23. (Previously presented) The method of Claim 1, further comprising one or more rolling steps 
in addition of the rolling at Step (Hi), prior to annealing in Step (iv). 

24. (Previously presented) The method of Claim 23, further comprising one or more additional 
quenching steps between said rolling steps. 

25. (Previously presented) The method of Claim 23, further comprising one or more heating 
steps between said additional rolling steps. 

Claims 26-33 (Cancelled) 

34. (Previously presented) The method of Claim 1, wherein the quenching of the feedstock in 
Step (ii) is to a temperature below 750°F. 

35. (Previously presented) A method of manufacturing a T temper aluminum alloy sheet in a 
continuous in-line sequence comprising the steps of: 

(i) providing a continuously-cast aluminum alloy strip as feedstock; 

(ii) quenching the feedstock with a quenching device to a temperature for feeding into a hot or 
warm rolling mill; 

(iii) hot or warm rolling the feedstock; and 

(iv) solution heat treating the feedstock in-line to produce the T temper aluminum alloy. 

36. (Previously presented) The method of Claim 35 further comprising tension leveling and 
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coiling of the aluminum alloy strip. 

37. (Original) The method to Claim 35, wherein the continuous cast aluminum alloy strip has a 
thickness of about 0.06-0.25 inches. 

38. (Previously presented) Hie method of Claim 35, wherein the hot or warm rolling step (iii) is 
carried out at a temperature o f about 400°F to 1 020°F. 

39. (Previously presented) The method of Claim 35, wherein the feedstock has a temperature of 
about 300°F to 850T upon exit from the rolling in Step (iii). 

40. (Previously presented) The method of Claim 35, wherein the quenching device is selected 
from the group consisting of a water spray device, an air jet device, or a combination thereof* 

41 . (Previously presented) The method of Claim 35, wherein the feedstock exists the quenching 
device at a temperature of about 400°F to 900°F. 

42. (Previously presented) The method to Claim 35, wherein the thickness of the feedstock after 
the hot/warm rolling of Step (iii) is about 0,02-0,15 inches. 

43. (Previously presented) The method of Claim 35, wherein at Step (iv) the feedstock is 
solution heat treated at a temperature of about 980°F to 1000°F. 

44. (Previously presented) The method of Claim 35, wherein the solution heat treatment is 
carried out for a period of about 0.1 to 10 seconds. 

45. (Previously presented) The method of Claim 35, further comprising quenching the 
feedstock after Step (iv) to a temperature of about 1 10* to 350°F. 

46. (Previously presented) The method of Claim 35, further comprising one or more rolling 
steps in addition to the rolling at Step (iii), prior to solution heat treatment in Step (iv). 

47. (Previously presented) The method of Claim 46, further comprising one or more additional 
quenching steps between said rolling steps. 

48. (Previously presented) The method of Claim 46, further comprising one or more heating 
steps between said additional rolling steps. 

49. (Previously presented) The method of Claim 35, wherein the quenching of the feedstock in 
Step (ii) is to a temperature below about 750°F, 

50. (Previously presented) A method of manufacturing an O temper aluminum alloy sheet 
without cold rolling in an in-line sequence comprising the steps of; 

(i) providing a thin cast aluminum alloy strip having a first thickness; 

(ii) quenching the strip with a quenching device; 
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(iii) hot or warm rolling the strip in line to a final thickness, the rolling step 

(iv) retaining alloying elements substantially in solution; 

(v) annealing the strip, and 

(vi) quenching the strip to a temperature of about 1 10 to 720F to form an O temper. 

51. (Cancelled) 

52. (Previously presented) The method of Claim 50, further comprising tension leveling and 
coiling of the aluminum alloy sheet. 

53. (Previously presented) The method of Claim 50, wherein the hot or warm rolling step (iii) is 
carried out at a temperature of about 400°F to I020°F, 

54. (Previously presented) The method of Claim 35, wherein the feedstock has a temperature of 
about 300°F to 850°F upon exit from the rolling in Step (iii). 

55. (Previously presented) The method of Claim 54, wherein the annealing is carried out for a 
period of about 0.1 to 10 seconds. 

56. (Previously presented) The method of Claim 50, wherein the quenching is performed with a 
quenching device. 

57. (Previously presented) A method of manufacturing T temper aluminum alloy sheet without 
cold rolling in an in-line sequence comprising the steps of: 

(i) providing a thin cast aluminum alloy strip having a first thickness; 

(ii) quenching the strip with a quenching device; 

(iii) hot or warm rolling the strip in line to a final thickness, the rolling retaining alloying elements 
substantially in solution; 

(iv) solution heat treating the aluminum alloy strip, and 

(v) quenching the strip to a temperature of about 1 10-350°F to form a T temper 

58. (Cancelled) 

59. (Previously presented) The method of Claim 57, further comprising tension leveling and 
coiling of the aluminum alloy sheet to the tension leveling and the coiling of the aluminum alloy 
sheet. 

60. (Previously presented) The method of Claim 57, wherein the hot or warm rolling in Step (iii) 
is carried out at a temperature of about 400° to 1020°F. 

61 . (Previously presented) The method of Claim 57, wherein at Step iv the feedstock is solution 
heal treated at a temperature of about 800° to 1020°F, 
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62. (Previously presented) The method of Claim 61, wherein the solution heat treatment is 
carried out for a period of about 0.1 to 10 seconds. 

63. (Cancelled) 

64. (Previously presented) The method of Claim 57, wherein said aluminum alloy is selected 
from the group consisting of 1XXX, 3 XXX, 5XXX and 8XXX Series alloys. 

Claims 65- 66. (Cancelled) 



Respectfully submitted, 

HarYyA.ffild.Jr. 
Registration No. 51,803 
Attorney for Applicant 
Alcoa Technical Center 
Intellectual Property Department 
100 Technical Drive 
Alcoa Center, PA 15069 
Phone (724)337-4726 
Fax (724)337-5959 
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